
Modern Protective Coatings, Inc. 
Surface Preparation and Painting Plan Narrative 

Dated February 16, 2015 
Revised April 8, 2015 

 
Project Name:  Waterbury 
Project Number: Vermont Agency of Transportation Project # VT IM 089-2 (43) 
Project Description:  Cleaning and Painting Bridge Ends and Pier Diaphragms 
Competent Person:  Joe Kenney 
Back-up Competent Person: Scott Roystan and/or Chris Roystan 
 
Contact Information: 
Office:     (603) 594-3722 
Joe Kenney    Cell (603) 455-6393 Home (603) 648-2942 
Scott Roystan    Cell (603) 620-0261 Home (603) 881-3018 
Chris Roystan    Cell (603) 620-0262 Home (603) 595-1609 
Resident Engineer, Tom Mancini Cell (802) 279-0558 Trailer (802) 241-1451 
Agency Hazardous Waste Coordinator, Andy Shively (802) 282-2797 
Beck and Bellucci Superintendent, Louie Menard (603) 455-0754 Trailer (802) 241-1451 
 
 
Surface Preparation/Painting Plan 
 
The scope of coatings work for this project primarily deals with small areas in relation to 
the entire structure.  The General Contractor is replacing concrete diaphragms at the 
piers with new, shop painted steel diaphragms.  Our work involves cleaning and priming 
these areas prior to the installation of the new steel diaphragms and finish painting the 
connection areas after the new diaphragms are installed. 
 
Existing grease at these connection areas will be scraped and solvent cleaned with 
mineral spirits in accordance with SSPC-SP1 requirements.  Existing grease will be 
cleaned to a distance of 1 to 1.5 feet beyond the area that will require surface 
preparation by abrasive blasting. 
 
In accordance with the plan notes, we will abrasive blast clean all faying surfaces of the 
existing steel to be connected to new steel and primed with an organic zinc rich primer 
meeting the Class B slip coefficient value of not less than 0.50 as specified by ASHTO.  
Containment, surface preparation and painting shall be in accordance with Item 900.645 
Special Provision (QC/QA Clean and Paint Existing Steel Structures Bare Steel), Item 
900.645 Special Provision (Containment and Disposal of Lead Paint Cleaning 
Residues),and Item 900.645 Special Provision (Removal of Existing Grease Coating) 
respectively.  The new diaphragms shall be painted prior to delivery to the site.  Field 
painting is only required where new diaphragms connect to existing beams.  The same 



procedure will be followed for beam ends needing repairs at the discretion of the 
Resident Engineer once the deck is removed. 
 
We will utilize recyclable steel grit abrasive blasting equipment to prepare the areas of 
the structure to the specified SSPC-SP6 condition (MSDS is included).  This equipment 
utilizes two to three vacuum-blast nozzles and two vacuum recovery systems.  There are 
also on-board dust collection and filtration systems that operate in conjunction with the 
vacuum system to classify the recovered grit and separate clean, re-usable grit from 
lead waste.   
 
We will spray apply all coatings using adequately sized air-assisted airless paint spray 
pumps.   Based on prior experience and required dry film thickness specifications, we 
will select the proper tip sizes and pump pressures.  Coatings will be “back-brushed” 
into seams, rivets, nuts, bolts, and any other surface irregularities to ensure adequate 
coating of all areas that may be inaccessible with a spray gun.  These areas will also 
receive a stripe coat of the intermediate coating in addition to the back-brushed stripe 
coat of zinc primer. 
 
 
Coating Material Documentation 
 
Coatings for this project are selected from the NEPCOAT B approved list.  The system 
selected is the Carboline Coatings system, consisting of the Carbozinc 859 organic zinc 
rich epoxy primer (gray) applied at 3-10 mils DFT, Carboguard 888 epoxy 
polyamideintermediate coat applied at 3-8 mils DFT, and Carbothane 133 LH aliphatic 
polyurethane finish coat applied at 3-6 mils DFT.  The total system dry film thickness 
required is 9 to 24 mils.   
 
The NEPCOAT B Qualified Products List is attached.  Coatings Data Sheets and MSDS for 
the Carboline products are attached. 
 
All required certifications shall be submitted in accordance with Subsection 700.02. 



Modern Protective Coatings, Inc.
Quality Control Plan Narrative

Dated February 16, 2015

Project Name: Waterbury
Project Number: Vermont Agency of Transportation Project # VT IM 089-2 (43)
Project Description: Cleaning and Painting Bridge Ends and Pier Diaphragms
Competent Person: Joe Kenney
Back-up Competent Person: Scott Roystan and/or Chris Roystan

Contact Information:
Office: (603) 594-3722
Joe Kenney Cell (603) 455-6393 Home (603) 648-2942
Scott Roystan Cell (603) 620-0261 Home (603) 881-3018
Chris Roystan Cell (603) 620-0262 Home (603) 595-1609
Resident Engineer, TomMancini Cell (802) 279-0558 Trailer (802)241-1451
Agency Hazardous Waste Coordinator, Andy Shively (802) 282-2797
Beck and Bellucci Superintendent, Louie Menard (603) 455-0754 Trailer (802) 241-1451

Quality Control (QC) Program

Modern Protective Coatings Quality Control personnel monitor ambient conditions during
surface preparation and coatings application activities performed in the field. Ambient
conditions are measured at the start of the work day and monitored about every four hours, or
more frequently when weather conditions appear to be changing. The instruments used
include a digital psychrometer and a digital surface temperature gauge. We measure and
record air temperature, wet bulb temperature, relative humidity, dew-point, and surface
temperature.

These are also measured and recorded at various times during the shift when operations
change, for example, when surface preparation activities are completed and prior to coatings
applications beginning. These conditions are also measured at the end of the work day, or
when coatings application activities are completed for the day.

Surfaces to be painted after cleaning are to remain free of moisture and other contaminants.
The surface and ambient temperatures shall be a minimum of 40 degrees F and at least 5
degrees F above the dew point. Abrasive blasting outside of these parameters is done at the
risk of Modern Protective Coatings as surfaces will be inspected prior to painting to ensure that
they have not blushed or show rust bloom prior to priming. Surface cleanliness will meet
Project Specification requirements before primer can be applied.

Prior to abrasive blasting the Modern Protective Coatings QC Inspector, Joe Kenney (NACE Level
1 Certification #31416) evaluates the steel to be prepared for visible contaminants. If oil,



grease, or other visible contaminants are found, these areas are solvent cleaned in accordance
with SSPC-SP1.

At the start of each blast day, the QC Inspector verifies the suitability of the containment and
the ventilation system visually. This is done by observing the tarps to verify that seams are
sealed and that negative pressure exists when the Dust Collection system is engaged (ie, tarps
are “sucked” inward). Cross draft air flow measurements are made prior to abrasive blasting in
each containment using a velometer to verify that it meets designed flow and is at a minimum,
100 feet/min in cross draft, or if applicable, 60 feet/min downdraft.

The quality of the compressed air is also checked at the start of abrasive blast operations.
While holding a white, blotter sheet in front, the QC Inspector opens an air valve, down-stream
of the air drying equipment, checking the blotter paper for moisture deposits. If moisture is
found, the air drying system is inspected and either water is drained off, or additional dessicant
material is added until there is no evidence of moisture in the air stream.

During breaks for lunch, etc. the QC Inspector inspects the quality of the abrasive blast, marking
out areas requiring additional surface preparation. At the conclusion of the abrasive blast, the
Inspector verifies the cleanliness to confirm that it meets the requirements of SSPC-SP10.
Surface profile is measured using Testex replica tape and a spring micrometer. The specified
range for surface profile is 1.5 to 3.5 mils. Based on historical data using steel grit blast media,
we expect this range to be exceeded due to the fact that steel grit is moved through the hose at
150 PSI. We expect to find surface profiles ranging from 3 to 4.5 mils.

Blended steel grit is an acceptable chloride remediation. After blasting, prepared surfaces shall
be evaluated for chloride presence using the Chlor*Rid chloride test kits at a frequency of 5
tests per 1,000 square feet completed in a given day, conducted at start-up. If any results of
greater than 7 ug/cm2 (SSPC SC2 condition) are detected, the area will be re-blasted and re-
tested until results are acceptable. If acceptable results are detected for three consecutive
days then the test frequency will be reduced to one test per 1,000 square feet prepared in a
given day.

The QC Inspector records batch numbers for the coatings and records the location on the
structure where these were applied. Mixing of the field-applied coatings is also witnessed by
the QC Inspector. After application of each coat, the QC Inspector checks applied coatings
after they are dried, for continuity and coverage and verifies that the dry film thickness meets
specification requirements. Dry film thickness measurements are performed and recorded to
ensure compliance with specified dry-film thickness requirements.

Prior to the next coat, the QC Inspector verifies the re-coat times and the cleanliness between
coats are acceptable. Intermediate and finish coat application will commence under the same
application and inspection criteria listed above for the prime coat. Dry film coatings thickness
readings are taken using a DeFelsko Positector dry film thickness gauge. All field inspections
are documented on the Modern Protective Coatings Daily Painting Inspection Report. All



reports will be reviewed and verified by the Modern Protective Coatings QC Manager, Scott
Roystan. Copies of all reports will be provided to the Resident, once coatings dry film thickness
readings for the area covered by the report are taken and recorded.

The specified range for the primer application is 3 to 5 mils dry film thickness. We propose
close inspection of primer mil readings to ensure that the profile is adequately covered by at
least one mil above the surface profile to ensure that there are no problems related to pin-hole
corrosion prior to intermediate coat application. A letter from the coatings supplier’s
representative is attached to address this issue.

The QC Inspector checks applied coatings after they are dried, for continuity and coverage and
verifies that the dry film thickness meets specification requirements. Non-conforming areas are
re-worked and re-coated, and at a minimum, holidays are touched up. Prior to the next coat,
the QC Inspector verifies the re-coat times and the cleanliness between coats are acceptable.

The Quality Control Inspector and/or Supervisor are also looking to identify tendencies in the
surface preparation and coatings application which result in substandard performance or non-
conformance with the Specifications. In this way training and instruction can be provided to
prevent future occurrences thereby improving quality and decreasing the time required to
complete the project in accordance with Project Specifications.
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Carbozinc® 859 Primer 



                
              
 



 

       
       
      

 
      


  
   

  
 

        


       
  
     


       
    


           




         

       


        
        
    

     


       
      
      
     
     

      
      


     
  
   

      
      
     



    


  
  

  
  

  
  




 
 

 
 

 
 




 
 

 
 

 
 



   
         


         
        







 

    

    

    

    

            

         
          
      

         

       












    
   


 




    


   
  
  









   



 
 
 
  




 
 

   

  




 








 














  





    





  











  















  















    






 












  









 
                   





 
 
 
 

  

 






   

 
 

 













 

      





       










 








 
      


    



 




 



 












